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ñ User: Kim Johnston 


n Process Sheet 


Customer * : CU-DAROO1 Dart Helicopters Services Drawing Name : HIGH AFT X-TUBE 412 
Job Nuinber : 27182 


Estimate Number : 10559 

P.O. Number We. Part Number : 0412664203 

This Issue : 5/23/2006 S.O. No. aN) e^ Drawing Number : D412-664-243 REV B 

Prsht Rev. : NC Project Number : N/A 

First Issue ] M (^ Type : LANDING GEAR Drawing Revision : B 

Previous Run : 27181 Material : PIA 

Written By Due Date : 6/15/2006 Qty: 1 Um: Each 
Checked & Approved By 

Comment : Est Rev.E 84.02.16 Reformat; Added D3189-1 K/DS 


Est Rev:F 06-03-29 Remove Coments on Pick List JLM 


Additional Product 


Job Number: | 


μη] 


Machine Or Operation: 


Description : 


1.0 DC DOCUMENT CONTROL 
. .. . Comment DOCUMENT CONTROL C» | 
Photocopy bluefile and create labels as per PPP D412-664-203 CHG 003 A Of Oe o5 
20 D6009129 Crosstube Material 


HWH HI 


Comment: Qty: — 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 
Pick: 
"i Partnumber Description Batch 
6009-129 Crosstube 1 T FANT 
ae OD = 3.500"; ID = 2.250" Ç σε 


MORI SEIKI MORI SEIKI CNC LATHE LARGE 


' Comment: MORI SEIKI CNC LATHE LARGE 


ἐν Yoc 


1-Fill tube with sand & install plugs DT8534 on both ends as per Folio FA166 


2-Turn first side as per Folio FA166 


3-Deburr & Inspect for surface damage. Repair damage within limits as per Dwg D412-664-243. <> 
INSPECT ALL DIM TO DIM SHEET 


TA IN 


Comment: INSPECT ALL DIM TO DIM SHEET : BC οέ.ος. τε 


Page 1 : Form: rprocess 
Bean S 


Dart Aerospace Ltd | 
WO: — | i WORK ORDER CHANGES 


Approval | Approval 


— 


NCR: WORK ORDER NON-CONFORMANCE (NCR) 


"me Corrective Action Section B SODNE j 

Description of NC - Verification | Approval | Approval | 

DATE | STEP Aries A Initial Action Description Sign & Section C n Mgr ο... | 
Design Mgr Design Mgr Date | 


ParttNo: — PAR #: Fault Category: NCR: Yes No, DQA:;- — _ Date: 
I ΗΗ | | 
din QA:N/C-:Closed: — Date: — — ` V) 


H:\forms\Quality Assurance\approved forms\NCRWO revC . f < a 


Tuesday, 5/23/2006 8:29:38 AM 
Kim Johnston 


Customer: CU-DAR001 Dart Helicopters Services 


Job Number: 27182 


Machine Or Operation: 
MORI SEIKI 


Process Sheet 
Drawing Name: HIGH AFT X-TUBE 412 


Part Number: D412664203 


Description : 
MORI SEIKI CNC LATHE LARGE 


G HII 


Comment MORI SEIKI CNC LATHE LARGE 
TAE, 


1-Turn second side as per Folio FA166 
2-Deburr & Inspect for surface damage. Repair damage within limits as per Dwg D412-664-243. 
3-Polish entire outside surface of crosstube 


4- Remove sand and plugs 


5-Scribe part # and batch # using vibrating stylus as per Dwg D412-664-243 


INSPECT ALL DIM TO DIM SHEET 


Comment: INSPECT ALL DIM TO DIM SHEET 
SECOND CHECK 


ΠΠ inl 


Comment: SECOND CHECK 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


HI m T 


Comment: HAND FINISHING RESOURCE #1 
Chemical Conversion Coat as per QS10054.1 x O6 -06-06 
QC3/5 INSPECT WORKIWING WALK 


DII fosoa) |. 


Comment: Inspect work & Chemical conversion Coat 

BENDING 4 BENDING MACHINE ο αν 
Comment: BENDING MACHINE Sb ALE AE 7 = 

Bend tube as per Dwg D412-664-243 using 2D bender program 412-af and Fólio FTot0 


DIMENSIONAL CHECK 


NI — g MNN 


Comment: DIMENSIONAL CHECK 


Page 2 Form: rprocess 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


NCR: WORK ORDER NON-CONFORMANCE (NCR) 


DATE | STEP Description of NC — Corrective Acton section B Verification Approval Approval 
Section A Initial Action Description Sign & Section C Design Mgr | QC Inspector 
Design Mgr Design Mgr . Date 


` E Ἢ κ. , . x 
Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: z 
NOTE: Date & initial all entries . QA: NIC Closed: Date: ` z : 


H:\forms\Quality Assurance\approved forms\NCRWO revC 


.|Date . Tuesday, 5/23/2006 8:29:39 AM 
User: Kim Johnston Ἢ Process Sheet 
| Customer: CU- ΡΗΝΟ. Dat Helicopters Services Drawing Name: HIGH AFT X-TUBE 412 


Job Number: 27182 j i f - Part Number: D412664203 


“| 


‘Machine Or Operation: © ` ` l f Description : 
LANDING GEAR 1 LANDING GEAR RESOURCE 1 


ΙΓ ΠΠ 


Comment: LANDING GEAR RESOURCE 1 
f i 
1-Drill pilot holes in tube as per Dwg D412-664-243 using drill Jig DT8550 & oressf -- O @ E Ó ly 2/ Z 


2-Ream hole to finish size in tube as per Dwg D412-664-243using drill Jig DT8550 & DT8551.Check f σέ O62, 49) 
dimensions between holes, both sides on both cuffs, to ensure alignment with saddle holes. 


3- Debut & Inspect for surface damage. Repair damage within limits as per Dwg D412-664- anf, ^ ος. ο be 2 2) 


HAND FINISHING1 HAND FINISHING RESOURCE #1 


tt NNNM .. 


Comment: HAND FINISHING RESOURCE #1 
_ Chemical Conversion Coat as per QSI 005 4.1 
OUTSIDE SERVICE 


| Comment: Sub-Contracting OUTSIDE SERVICES 
Liquid Penetrant Inspection as per QSI 0380r 


Issue P/O: (e271 LPl as per ASTM 1417 ὁ LoVe 7/0Ce e 


Level 2 Attach copy of NDT results to work order 
PACKAGING 1 Ἢ PACKAGING RESOURCE #1 


= ΙΙ; 


Comment: PACKAGING RESOURCE #1. 
. Inspect for transit damage 
Ensure copy of NDT results attached to work order. 


: DIMENSIONAL CHECK 


Comment: |nspect for damage & ensure results are as per Dwg D412-664-203 ` 
SPRAY PAINTING ` SPRAY PAINTING 


WWW ^ ΠΤ 


Comment: SPRAY PAINTING | {) 
M üzde U 
iy Pome inside and outside crosstube as per QSI 005 4.2 : f 
2 Paint outside crosstube with White Imron as per QSI 005 4.2 M ά Ob Z 


Page 3 | τ Form: rprocess 


Dart Aerospace Ltd 


W/O: 


WORK ORDER CHANGES 


| DATE | STEP 


NCR: 


DATE | STEP 


ΠΝ [2t 


| 


QS | Ar 


Qes 


Approval 
πο. ΟΚ CE 

Mgr 4 
Berman A chans Zl. -— Z 


, pm mande Js , ' 
l fazy 


WORK ORDER NON-CONFORMANCE (NCR) - 


Description of NC — Corrective Acton Seon B - Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Design Mgr | QC Inspector 
Design Μα: Design Mgr Date d 


Part No: 


L -- 


PAR #: Fault Category: NCR: Yes No DQA: Date: 


NOTE: Date & initial ail entries QA: N/C Closed: Date: : 28 x 


H:\forms\Quality Assurance\approved forms\NCRWO revC 


Tuesday, 5/23/2006 8:29:39 AM f 
User: Kim Johnston Process Sheet 
Drawing Name: HIGH AFT X-TUBE 412 


Customer: CU-DAR001 Dart Helicopters Services 
Job Number: 27182 


Seq. #: Machine Or Operation: 
Inspect Spray Pain 


QC14 
ΠΠ saer NI 


Comment: Inspect Spray Paint 
Wrap in plastic bag t w protect from scratches 
D2856600 


Part Number: D412664203 


Description : 


Abrasion Strip 


[ HI 


Comment: Qty: — 1.7640 f(s/Unit Total: 1.7640 f(s) 
Pick: 

Qty Partnumber Description Batch 
2  D2856-600(Cut to 10.090") Abrasion Strip 
D2856600 


024329 ας OG -08δ-31 


Abrasion Strip 


Comment: Qty: — 1.0080 f(s)/Unit Total: 1.0080 f(s) 


Pick: 
> Qty Part number Description Batch 
1  D2856-600(Cut to 10.870") Abrasion Strip 62Y32* BX OG-9£-3 


D28961 


. Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 


: í Pick: 
Qty Part number Description Batch | 
1 D2896-1 Support (5 396 € 5 “τ ος ος Sl 


D31891 Chafing Shield 


CO T 


Comment: Qty: — 2.0000 Each(s)Unit Total: ^ 2.0000 Each(s) 


220 


Pick: 
κ Qty Part number Description Batch 

2 3189-1 Chafing Sheild {2440 ας 56 0% σι 
MS2192028 Clamp(per MIL-DTL-8783C) 


. Comment: Qty: — 4.0000 Each(s)/Unit Total: ^ 4.0000 Each(s) 
Pick: : 
Qty Partnumber Description Batch 
4 MS21920-28 Clamp (A109 (214 at eó Ὁ 3\ 


Page 4 | Form: rprocess 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE | DATE | STEP | PROCEDURE CHANGE By | Date | aty | maf sen | Approval 


NCR: WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B PT 
Description of NC - — - Verification | Approval | Approval 
DATE | STEP ο. ^ Action Description. Section C | Design Mgr | QC Inspector 
ΕΝ Design Mgr Design Mgr I Date 
PONE 
Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
NOTE: Date & initial all entries QA: N/C Closed: Date: 


H:Morms Quality Assurance\approved forms\NCRWO revC 


Tuesday, 5/23/2006 8:29:39 AM 
Kim Johnston 


μον CU-DAR001 Dart Helicopters Services 


Job Number: 27182 


Seq. #: Machine Or Operation: 
MS2192030 


HII 


Process Sheet 
Drawing Name: HIGH AFT X-TUBE 412 


Part Number: D412664203 


Description : 
clamp(per MIL-DTL-8783C) 


Comment: Qty.: 


Ç Pick: 
= Qty Part number Description Batch 
2 MS21920-30 Clamp OSOD 


LANDING GEAR 1 


II 


2.0000 Each(s)/Unit Total: 


Comment: LANDING GEAR RESOURCE 1 


Assemble as per Dwg D412-664-203 


5 


Comment: INSPECT WORK TO CURRENT STEP 


PACKAGING 1 


TUN 


2.0000 Each(s) 


«x OC οὐ 314 


LANDING GEAR RESOURCE 1 


AK ος Ob --ς 


INSPECT WORK TO CURRENT STEP 


Comment: PACKAGING RESOURCE #1 | 
Pick Packing Kit l 


AN640A 


WWW 


Comment: Qty.: 
‘Bolt 
Batch; [1/0 {{ οὶ v 
AN641A 


WI 


4.0000 Each(s)/Unit Total: 


Comment: Qiy.: 
Bolt 


Batch: n t 2. sv | 


AN960JD616 


ΙΙ 


2.0000 Each(s)/Unit Total: 


H 


4.0000 Each(s) 


2.0000 Each(s) 


1] 


Comment: Qty.: 
Washer 


Batch: _HI6062 + w 


18.0000 Each(s)/Unit Total : 


18.0000 Each(s) 


Form: rprocess 


Dart Aerospace Ltd 


- fwio: | WORK ORDER CHANGES 
PROCEDURE CHANGE 


ας μη 
NCR: WORK ORDER NON-CONFORMANCE (NCR) i 


DATE | STEP Description of NC — Corrective Action ΕΙ p SURE Verification | Approval | Approval 
Section A Initial Action Description ign Section C Design Mgr | QC Inspector 
Design Mgr Design Mgr Date 


| 
Part No: PAR #: Fault Category: NCR: Yes Daa: ΟΣ Date: δη 


NOTE: Date & initial all entries QA: N/C Closed: Date: 


H:\forms\Quality Assurance\approved forms\NCRWO revC 


I Tuesday, 5/23/2006 8:29:39 AM 
User: Kim Johnston Process Sheet 
Drawing Name: HIGH AFT X-TUBE 412 


Customer: CU-DAROO1 Dart Helicopters Services 
Job Number: 27182 


Seq. #: Machine Or Operation: 


MS21042L6 


Comment: Qty.: — 6.0000 Each(s)/Unit Total: 6.0000 Each(s) 


Nut 
Batch: ools) 


III 


Comment: INSPECT 100% KITS FOR COMPLETENESS 
PACKAGING 1 PACKAGING RESOURCE #1” 


WW 


Comment: PACKAGING RESOURCE #1 
identify and pack for shipping as per PPP D412-664-203 
Location: 


PPP Rev: D 
DC 


ΙΙ 


Comment: DOCUMENT CONTROL 
Inspection Level 21 


AUI 


Part Number: D412664203 


Description : 


DOCUMENT CONTRO 


Job Completion 


Page 6 Form: rprocess 


Dart Aerospace Ltd 


Ρ f Approval 
PROCEDURE CHANGE | By} Date | Qty | Mig Design Approval 


WORK ORDER CHANGES 
DATE | STEP 
| 
n WORK ORDER NON-CONFORMANCE (NCR) 
B Corrective Action ` Section B μμ 
coe [oer] o meme 
Part No: PAR #: 


NOTE: Date & initial all entries 


H:\forms\Quality Assurance\approved forms\NCRWO revC 


Fault Category: NCR: Yes No DQA: 
QA: N/C Closed: 


Approval | Approval 
Design Mgr | QC Inspector 


Date: 
Date: 


DART AEROSPACE LTD Work Order: | 27/% Z | 
| occa woe νεο ed 

Description: Crosstube Assembly (412 High Aft Part Number: D412-664-243 
στ τπτ oM MO ME ee 

inspection Dwg: D412-664-243 Rev: B Page 1 of 1 


FIRST ARTICLE INSPECTION CHECKLIST 
[x] First Article |] Prototype . 


‘Inspection Sheet Actual . Method of 
2.684 *0.005/-0.000 | Z £g Z - ] 


2.748 +0.005/-0.000 | 7.452 | 
2.884 +0.005/-0.000 


3.019 +0.005/-0.000 | Zora 
3.163 +0.005/-0.000 | 3.169 


3.429 +0.005/-0.000 |Z. ZO 
2.990 +0.005/-0.000 
2.618 +0.005/-0.000 | 2. (<, 
0.200 +/-0.010 226 
R0.063 +/-0.010 vef 


R0.500 4-000 | .$ee |. 
4.971 +/-0.001 


2.684 +0.005/-0.000 


| 


| 


— 


SIDEA 


| 


| 


\ 


| 


2.884 +0.005/-0.000 | 2. 9«« — I 
3.019 +0.005/-0.000 | 3.o24 — | 
«505/000 | 3462 |— | | S 
3.429 +0.005/-0.000 | 3.431 pz 
: +0,008-0.000 | zaaz | — | — | — — o 
| 8200 | «5919 | zoo |- | jj | ` | 
R0.063 +/-0.010 δέ 


+/-0.020 


Measured by: | τες- Audited by: aA Prototyp 
- Date:| 66.65.76 Date: 


e Approval: N/A 
Date: N/A 
[Rev| Date | Change 
04.06.16 | New Issue KJ/JLM , 
06.03.09 | Dwg Rev updated KJ/JLM 


(P/O D412-664-203) 


H:\FORMS\Quality Assurance\approved ΩΑΙΕΑΙΒ Rev A 
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E 


DESIGN DRAWN BY —— T 
fH PH 

CHECKED ee bai NO. REV. B 
fit ` =H 


D412—664—243 SHEET 1 OF 3 
DATE TITLE l 
05.02.04 i NTS 
01.10.17 | NEW ISSUE 


CROSSTUBE ASSEMBLY (412 HI AFT) 
05.02.04 | ADD HOLES FOR COMPATABILITY | 
WITH BHT/AA SKIDTUBES 


Part Number | Description — — 1 
sus: 


Pie s: 
CROSSTUBE ASSEMBLY (412 HIGH AFT 
kas ees 
CROSSTUBE 
SUPPORT 
ABRASION STRIP 
ABRASION STRIP 
CLAMP | 
CLAMP 
| 2 |D3189-1 CHAFING SHIELD — j] 


DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 


GENERAL NOTES: 


1) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
2) MATERIAL: MANUFACTURED FROM D6009-129 
FINISHED LENGTH = 124.09+0.020 
3) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
PAINT OUTSIDE PER DART 005 4.2 
4) PART IS SYMMETRIC ABOUT CENTERLINE. 
5) RUN-OFF PART. BLEND OUT EDGE LONGITUDINALY, TRANSITION SHOULD BE SMOOTH. 
6) BEND PROGRESSIVELY WITH A MINIMUM OF 8 PASSES. MAXIMUM TUBE FLATTENING DUE TO 
BENDING IS 6% BASED ON O.D. 
7) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 
8) SCRIBE DART PART NUMBER AND BATCH NUMBER IN THIS AREA WITH VIBRATING STY us COPY 


SCRATCHES, NICKS, OR DENTS. DEFECTS UP. TO 0.005" MAY BE BLENDED OUT : or NOTICE 
LONGITUDINALLY, CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. Y OR RDE Z 
11) IT IS OPTINAL TO TO SEAL EDGES OF SUPPORTS USING SIKAFLEX-241/291 SEALANT. NS d t 
12) TORQUE CLAMPS 80 TO 100 IN-LB. i NO. 


Copyright @ 2001 by DART AEROSPACE LTD | 
THIS DOCUMENT iS PRIVATE AND CONFIDENTIAL AND IS SUPPLIEO ON THE EXPRESS CONDITION THAT IT IS NOT TO BE USEO FOR ANY PURPOSE OR COPIED 
OR COMMUNICATED TO: ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM OART AEROSPACE LTO. : 


T 3.500 (STOCK, REF) 02896-1 SUPPORT (1) 
31.96" (812mm, REF) ΔΝ ΛΝ ÁN 
TO END OF R102.0 BEND 0.625 (REF) MS21920-30 CLAMP (2) 
ALONG CENTERLINE D2856-600-1087 ABRASION STRIP (1) 
MS21920-28 CLAMP (2) 


02856-600-1009 ABRASION STRIP (1) 
16.78" (426mm, REF) (2 PLACES PER CROSSTUBE) 


ALONG CENTERLINE ΔΝ VEN D3189—1 CHAFING SHIELD (1) 
OF R30.0 BEND ; (INSTALLED OVER ABRASION STRIP) 


R102.0£2.0 


6 f 
13.26" (REF) R30.0£2.0 
(337mm) 


ASSEMBLY DETAIL 
SSS | Pa ο 
S 40.386* 0.002 
—Q.! ο : 
BENDING DETAIL XS HOLE TO BE ALIGNED 
SCALE 1:10 A NE WITHIN +0.001 OF HOLE A j 
ON OTHER SIDE OF CUFF 


R100.0 TRANSITION BETWEEN 
TAPERED SECTIONS R100.0 TRANSITION BETWEEN 
TAPERED SECTIONS 
1 Al 
SCALE 1:10 


E 
° 
° 
H 
eo 
o 
Š 
o 
Lal 
4 


— - 48.001 0.030 
-55.546+0.030 


Μ521920--30 
CLAMP (REF) 
02896-1 


4 I SUPPORT 
2.684*8.008 . 90.386*8005 : (REF) 
2.748'0908 (REF) HOLE TO BE ALIGNED 


: WITHIN 40.001 OF HOLE 
2.884'8888 (REF) ON SHEET 3 .- ON OTHER SIDE OF CUFF 
3.019*8988 (REF) | 


3.163'8998. (REF à 
MS 3.308*0.008 Ë VIEW D-D: . 
35.429*8388 CUFF DETAIL : 


TAPER UNIFORMLY FROM SCAI σε 
3.429*8998 THROUGH TO 3.500*9905 


A RUNNING OFF PART Uu : 2.050£0.005 


DESIGN DRAWN SY DART AEROSP| an 

i E COPYRIGHT © 2001 EY DART AEROSPACE LTD. DART Mr LTD; 

MS21920-28 CLAMP (REF) : E TAS DOCUMENT S PRIVATE AND coupon, — | CHECKED APPROYED DRAWING NO. ees 
; i THE EXPRESS CONDON iN | 0412~-664-243 


OATE i š TRE SCALE 
05.02.04 ; CROSSTUBE ASSEMBLY (412 HI AFT) 1:10 


SECTION E—E 
SCALE 2:5 


SED DETAIL A: CROSSTUBE CUFF 
PE d : 


2.990*8898 


uJ —— 4.971 £0.030 
------- 5.395:50.050 


30° Χ 0.500 DEEP 


AN CHAMFER 


SEE. DETAIL B 


τ 


2.618*9 095 (REF) 


TAPER RUN-—OFF 


NOT TO SCALE 
DETAIL B: CUFF 


TRANSITION 
SCALE 4:1 


ZA OFF 


COPYRIGHT © 2001 BY DART AEROSPACE LIO. 


tS PRIVATE AND CONFIDENTIAL 
ΤΗΙ 


ast 
¢ 
1072% 


DATE: οἱ, «14 4 
DESCRIPTION: (^ (A zt 903 


BATCH νο. ACIGA . | | 
prawing: JOT IA 4607-243 (B | [DP 
η... 2227 I f f 


1⁄2 SPAN 122. 


GIG μμ ΗΝ) 


. «07/12/2086 08:24 15146360031 HEATHAIR INTL PAGE ϐ1 


/ ^ 


" e 
HeathA'r 
INTERNATIONAL (1991) INC. 


661 Ave. Lepina, Dorval, Québec H9P 1G3 ; 
Tél.: (514) 636-1000 * Fax: (514) 636-0031 
; 614) (514) Α.Μ.Ο. Number: 46/90 


NON-DESTRUCTIVE TESTING REPORT 


REGISTRATION: MODEL/TYPE: ὶ SERIAL NUMBER: 


TOTAL HA/LDG: OPERATED By: BASED AT. 


INSPECTION REQUIREMENTS  — 


Carry out FPI of (14) cross tube (external surface) as per ASTM E-1417-05 and the Dart QSI 038, 
Section 4.1.1 (on file at client) - parts delivered to HeathAir. 
Qty (10) P/N D212-664-101 S/N 's B26319, B27460, B27461, B27459, B27277, B27276, 
: B27278, B27275, B274 8 & B2746 
Qty (4) P/N D212-664-203. S/N B27179, Β27260«8Β 


AA qp riupuyanqwa PUDE PAD ους mansa Διτβν imm 
αι i | PENETRANT 


INSPECTION REPORT 


Fluorescent penetrant inspection was performed in accordance with the above requirements on (14) 
Cross Tubes. 

Note: A Level 3 penetrant was substituted for the requested Leve] 2 (3 is more sensitive) 

Ardrox 970P25E Batch 404B503. 


AMAA ^J ea. N bA ` 


MAGNETIC PARTICLE ο... EDDY CURRENT 


All cross tubes PASSED inspection. 


THE MAINTENANCE DESCRIBED ABOVE HAS BEEN PERFORMED IN ACCORDANCE WITH 
THE APPLICABLE STANDAROS OF AIRWORTHINESS 


July 11, 2006 


DATE 
INSPECTION 
STAMPIS) “Z fe. 


RMA 
CUSTOMER INFORMATION mu re 


P.0. NUMBER 


INSPECTED BY: 


Dart Aerospace 
CUSTOMER: 


Linda 
ADDRESS; CONTACT NAME: 


LABOUR @ $ 
MATERIALS 9 | 

TRAVEL EXPENSES ° GST 
HOTEL EXPENSES ο PST 


WHITE COPY ~ INSPECTION FILE « YELLOW COPY - CUSTOMER « PINK COPY — ACCOUNTANT 


